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Description 

This invention relates to a preform for making a plas- 
tic can body without a cutting process and to a method 
of manufacturing a plastic can body by using such pre- 
form. 

Fluid such as drink and oil has been usually held in 
iron or aluminum cans up to now. With a wide use of plas- 
tic bottles in place of glass bottles, there is a large 
demand to hold such fluid in can-like plastic containers. 

Examples of such containers are disclosed in Japa- 
nese Patent Publication Sho-58 501991, and Japanese 
Patent Laid-Open Publications Sho-60 25734 and Sho- 
60 72720, and WO-A 83/01 766. 

With these conventional examples, a preform is 
made by the injection molding process, then being sub- 
ject to the biaxial stretch blow molding process to form a 
container having a flange around its top. The container 
is cut at an unnecessary portion of the flange by a cutter. 
The flange serves to double seam a lid. 

The blow-stretched flange is small in thickness but 
has a sufficient mechanical strength due to the orienta- 
tion of the plastic material, and also has properties to 
prevent permeation of gas into the container. Since such 
blow-stretched flange is formed at part of a side wall of 
the container, it is inevitable to cut an unnecessary por- 
tion of the flange by a cutter or the like. The cut edge of 
the flange may be nicked. Even if the flange is formed by 
the biaxial stretch blow molding process to have the 
stretching orientation, extensive stress will be applied to 
the cut edge of such flange, which would cause cracks 
in the cut edge, reduce the mechanical strength and 
durability when the flange is curled and double-seamed 
with the lid. 

Forming the flange by the stretch blow molding proc- 
ess largely depends upon conditions such as material 
and molding process. Therefore, it is very difficult to pro- 
duce the flange having a uniform thickness. Sometimes, 
the flange has different thickness in its circumferential 
direction. 

In the foregoing methods, the cutting process not 
only complicates the container manufacturing process 
but also makes the flange less reliable in its dimensions 
and durability. 

Furthermore, in the WO-A 83/01766 a preform for 
making a plastic can body without a cutting step is dis- 
closed. Said known preform comprises a shoulder hav- 
ing a constant thickness larger than the thickness of a 
flange. It is emphasized in this document that only a lim- 
ited strength of the flange can be obtained. 

It is a first object of this invention to provide a preform 
for making a plastic can body having a flange precisely 
dimensioned and having mechanical durability to be 
double-seamed with a lid. 

A second object of this invention is to provide a 
method of manufacturing a plastic can body by using 
such preform. 

The first object is solved by the features of claim 1 
and the second object is solved by the features of claim 5. 



According to this invention, there is provided an inte- 
grally injection-molded plastic cylindrical preform for 
making a plastic can body by the biaxial blow stretch 
molding process, comprising: a bottom wail and a side 

5 wall ; a flange extending outwardly to a preset length from 
the side wall to be double-seamed with a lid, the flange 
having a thickness of one-third or less of the thickness 
of the side wall; and a shoulder for connecting the flange 
and the side wall, the shoulder being gradually thinned 

to toward the flange. 

With this arrangement, a preform is formed by the 
injection molding process so that a flange extends out- 
wardly from the side wall . The flange is not subject to the 
biaxial blow stretch molding process, thereby keeping its 

15 original shape and precision dimension to be double- 
seamed with the lid. 

Since the molding material is charged into a narrow 
region for the thin flange through a wide region for the 
relatively thick side wall and the shoulder, the material 

20 becomes mechanically strong and duraWedue to rtsf low 
orientation. The flange is preferably one-third or less 
thick than the side wall. The flange is more preferably 
one-fifth or less thick than the side wall. The side wall of 
the preform is thick enough to be stretched vertically and 

25 horizontally to obtain a plastic can body of an optimum 
thickness as the final product. 

The flange is preferably 0.3 mm to 0.7 mm thick. 
When the flange is thinner than the minimum limit, the 
molding material will not be sufficiently filled in the flange 

30 area. When the flange is thicker than the maximum limit, 
the material will not show the flow orientation, being dif- 
ficult to have a mechanical strength for the doubJe-seam- 
ing. 

The portion of the shoulder near the flange is pref- 
35 erably as thick as the flange, since this portion has to be 
somewhat deformed to be double-seamed with the 
flange and the lid. This portion is preferably curved to 
enhance the double-seaming of the flange and the lid 
without cracks. 

40 According to this invention, there is provided a 
method of manufacturing a plastic can body, comprising: 
injection-molding the cylindrical preform of this invention 
having the flange at the opening side thereof, by using a 
neck mold for defining the flange and part of an outer 

45 wall of the shoulder, an injection cavity mold for defining 
the other outer wall of the preform, and a core mold for 
defining an inner wall of the preform; releasing the core 
mold and the cavity mold to carry the preform by the neck 
mold to a succeeding process; and biaxially stretch blow 

so molding the preform to form a plastic can body. 

After the injection-molded preform held by the neck 
mold is subject to the biaxial stretch blow molding proc- 
ess, a plastic can body as a final product is obtained with- 
out any cutting process, thereby shortening a period of 

55 one molding cycle. Since the preform is not cut. no plastic 
tips will enter in the interior of the can body, thereby pro- 
ducing plastic can bodies with a high throughput. 
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Hg.1 shows a cross section of a preform according 
to one embodiment of this invention; 
Fig.2 shows a cross section of a can body made by 
the biaxial stretch blow molding process applied to 
the preform of FIG. 1 ; 5 
FIG. 3A to FIG. 3D show how to make the plastic 
can body by using the preform of FIG. 1 ; and 
FIG. 4 shows how a flange of the plastic can body 
is double-seamed with a lid. 

10 

This invention will be now described with reference 
to a preferred embodiment shown on the accompanying 
drawings. 

As shown in FIG. 1 , a preform 10 made of polyeth- 
ylene terephthalate (hereinafter called "PET) is a cylin- 15 
drical member 16, which has a bottom wall 12, a side 
wall 14, a shoulder 18. and a flange 20 extending out- 
wardly and radially from the side wall 14 via the shoulder 
18. The flange 20 extends from the shoulder 18 via a 
portion 1 7 curved with a preset radius. The preform 1 0 20 
is wide-mouthed, having a vertical length L and a diam- 
eter D at the top. The ratio between L and D is I7D<1 . 
For instance, L = 40.1 mm, and D = 57.21 mm. 

A thickness 1\ of the bottom wall 12 is smaller than 
a thickness T 2 of the side wall 1 4. is 2 mm while T 2 is 25 
5 mm. A thickness T 2 of the side wall 14 may be variable 
for forming a thickness distribution in the axial direction. 

The preform 10 has tie smallest thickness at the 
flange 20, which will be double-seamed with the lid. Held 
by a neck mold (to be described later), the flange 20 is 30 
scarcely biaxially stretched during the biaxial blow 
stretch molding process. A thickness T 3 of the flange 
should be T3 < T 2 x (1/3) , and preferably T 3 < 
T 2 x (1/5) . In this embodiment, T3 = 0.5 mm, and pref- 
erably between 0.3 mm and 0.7 mm. 35 

The portion having the largest thickness T 2 of the 
side wall 1 4 is gradually thinned to form the flange 20 of 
the smallest thickness T 3 via the shoulder 18. An upper 
region 18a of the shoulder 18 is seldom subject to the 
biaxial stretch blow molding process similarly to the 40 
flange 20 since the portion 1 8a is also held by the neck 
mold. The upper portion 18a has the thickness which is 
substantially same as the thickness T 3 of the flange 20. 
A portion 1 8b at the lower part of the shoulder 1 8 is grad- 
ually made thicker, being subject to the biaxial stretch 45 
blow molding process. 

The molding material PET is filled into an injection 
mold (to be described later) through a gate 19, thereby 
forming a preform 10. In this case, PET is injected into 
the narrow area for the flange 20 via the area for the side so 
wall 14 and the shoulder 18. thereby being oriented in 
the flowing direction. Therefore, the flange 20 can have 
a sufficient mechanical strength to receive the lid 
seamed therearound, and can prevent permeation of 
gas. 55 

According to this embodiment, the injection-molded 
preform 10 undergoes a temperature control process, 
and the biaxial blow stretch molding process by using a 
stretching rod and a pressured fluid. The flange 20 held 



by the neck mold can be used for receiving the lid to be 
seamed therearound without any cutting process. 

FIG. 2 shows one example of a plastic can body 60 
made by biaxially blow stretch molding the preform 10. 
The flange 62 of the can body 60 is as wide and thick as 
the flange 20 of the preform 10. The lower region of the 
shoulder 64, the side wall 66 and the bottom wall 68 of 
the can body 60 are biaxially stretched so that the can 
body 60 has the vertical length L of 1 23 mm and the larg- 
est diameter D<i of 66.04 mm at the side wall 64. In this 
embodiment, the preform 1 0 is vertically stretched nearly 
three times while it is laterally stretched less than twice 
at maximum. Specifically, it is different from the prior art 
that the can body 60 is obtained by blow molding the pre- 
form 10 at a relatively low ratio of horizontal stretching. 

The can body 60 has a leg portion 69 which will be 
shaped according to a substance to be held therein. For 
example, the bottom of the can body 60 may be shaped 
like a bottom of a champagne bottle as shown in FIG. 2. 

The preform 10 will be made by the injection-mold- 
ing process, undergoing a succeeding temperature con- 
trol process and biaxial blow stretch molding as shown 
in FIGS. 3Ato 3D. 

FIG. 3A shows how to injection-mold the preform 1 0. 
An injection mold system comprises a neck mold 30 for 
defining the flange 20 and the outer wall of at least part 
of the shoulder 1 8, a cavity mold 32 for defining the other 
outer wall of the preform 1 0, and a core mold 34 for defin- 
ing the inner wall of the preform 10. 

The core mold 34 includes a first core mold 36 for 
defining an inner surface of the bottom wall 1 2 and of the 
side wall 14, and a second core mold 38 for defining the 
inner surface of the upper peripheral edge of the preform 
10. 

As shown in FIG. 3A, the neck mold 30 includes 
mold halves which are openable to the right and left in 
the plane of the FIG. 3A. The neck mold 30 also serves 
to carry the preform 10 to the succeeding process. After 
the biaxial stretch blow molding process, the mold halves 
are opened to eject the can body 60, thereby completing 
one molding cycle. Then, the neck mold 30 is returned 
to the preform injection-molding system. The molding 
cycle is repeated by circulating the neck mold 30. The 
neck mold 30 preferably has a groove 30a for defining 
the upper peripheral edge 20b of the flange 20 as well 
as for supporting the lower portion 20a of the flange 20, 
as shown in FIG. 3 A, thereby preventing the preform 1 0 
from being vertically displaced during transportation to 
the succeeding process. 

The P ET resin is filled through a gate 29 of the cavity 
mold 32 to injection-mold the preform 1 0. The PET resin 
is oriented while it is forced to flow to the flange 20. ft is 
preferable to apply a relatively high pressure to the PET 
resin so that it flows sufficiently to the flange 20 which is 
farthest from the gate 29. 

FIG. 3B shows how the injection mold is released. 
Both the core mold 34 and the cavity mold 32 should be 
released from the preform 1 0 before carrying the preform 
10 to the succeeding process. 
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The core mold 34 is split into the first and second 
core molds 36, 38 for the following reason. If the core 
mold 34 is released as one unit, the preform 10 tends to 
move with the core mold 34 since it is hot just after the 
injection molding. This phenomenon cannot be pre- s 
vented even if the flange 20 of the preform 10 is sup- 
ported by the neck mold 30 at the groove 30a. Therefore, 
the preform 10 gets out of the groove 30a to move with 
the core mold 34, moves only its bottom to be deformed 
or falls in the cavity mold 32 during movement. w 

To overcome this inconvenience, the first core mold 
36 is released firstly. The preform 10 is supported at its 
upper wide region by the neck mold 30 and the second 
core mold 38 not to move with the first core mold 36. After 
at least the outer surface of the first core mold 36 is com- is 
pletely released from the inner surface of the preform 1 0, 
the second core mold 38 is started to be released. Since 
the second core mold 38 contacts with the preform at a 
narrow area compared with the first core mold 36, it is 
sufficient so long as the groove 30a of the neck mold 30 20 
can grip the preform 1 0. Thus the preform 1 0 is prptected 
against from being released from the neck mold 30. 

FIG. 3C shows a manner in which the preform 10 is 
temperature-controlled. 

The preform 1 0 is carried to the temperature control 25 
process while being gripped by the neck mold 30, which 
is moved rotatably or linearly. In this embodiment, since 
the neck mold 30 has the groove 30a to hold the preform 
10 vertically, the preform 10 will never fall from the neck 
mold 30. 30 

The preform 10 is set in a temperature control pot 
40, to which a temperature control core 42 is inserted 
near the mouth of the preform 10. 

FIG. 3D shows the biaxial stretch blow molding proc- 
ess for the preform 1 0. The preform 1 0 is carried to this 35 
process by the neck mold 30. 

The biaxial stretch blow molding unit comprises a 
blow cavity mold 50 having a cavity face 50a correspond- 
ing to the final shape of the can body. The preform 10 
held by the neck mold 30 is placed in the blow cavity mold 40 
50 having mold halves openable horizontally. Then, a 
blow core mold 52 is inserted into the blow cavity mold 
50 through the mouth of the preform 10. The blow core 
mold 52 supports the stretching rod 54 which is vertically 
movable. To biaxially blow-stretch the preform 10 to 45 
obtain the can body 60, a top 56 of the stretching rod 54 
is contacted with the inner surface of the bottom wall 1 2 
of the preform 10. Then, the stretching rod 54 is down- 
wardly moved to stretch the preform 1 0 vertically. Simul- 
taneously with or after the vertical stretching, fluid such so 
as air is blown into the preform 1 0 to stretch it horizontally 
and radially. The preform 10 made of PET is biaxially ori- 
ented to form the can body 60 in the final shape along 
the cavity face 50a. 

In this case, held by the neck mold 30, the flange 20 ss 
is not biaxially stretched. The flange 20 is designed to 
have the thickness D 3 . In addition, PET composing the 
can body is oriented while it flows through the molds, 



thereby making the flange 20 strong enough to receive 
a lid double-seamed therearound. 

Then, the can body 60 thus formed is attached a 
label, being filled with the substance, and sealed by the 
lid by the double seaming method, as disclosed on page 
41, "Metal Containers for Food Canning, and Double 
Seaming," published by Japan Canned Food Associa- 
tion. Inc. Specifically, the curled portion of the lid and the 
flange 62 of the can body 60 are fitted and seamed by a 
first seaming roll in a first step, and then the fitted and 
seamed portion is pressed by a second seaming roll in 
a second step. A sealing compound is filled in a gap 
between the seamed portion to seal the can body. 

FIG. 4 shows how the curled portion 72 of the lid 70, 
the flange 62 and upper portion 64a of shoulder are dou- 
ble-seamed. For this purpose, the flange 62 is required 
to have the shape and dimension to fit with the lid. Since 
the preform 10 is injection-molded, the flange can be 
formed very precisely to improve the quality of the double 
seaming compared with the flange which is formed by 
cutting unnecessary portions of the preform. The thick- 
ness T 4 of the upper portion of the shoulder 64 is pref- 
erably equivalent to the thickness T3 of the flange 62 so 
that the curled portion 72 of the lid can be deformed to 
seam the flange 62 completely. The portion 64a of the 
shoulder 64 corresponds to the upper portion 18a of the 
shoulder 18 of the preform 10. The thickness of the upper 
portions 64a and 18a are controlled during the injection 
molding of the preform 1 0. Since the portion 64a, i.e. the 
portion 18a of the preform 10, is sandwiched between 
the neck mold 30 and the blow core mold 54, this portion 
is not biaxially stretched in the biaxial blow stretch mold- 
ing process. The upper portion 64a which has to be as 
thick as the flange 62 can be effectively controlled to the 
preset thickness during the injection molding process. 

It should be noted that this invention is not limited to 
the foregoing embodiment but can be modified as 
desired within the scope of the subject matter thereof. 

The dimensions of the preform are given as an 
example, and may be determined depending upon the 
size of the can body as the final product and the size of 
the lid to be double-seamed. As for the resin material, it 
may be determined depending upon a kind of the sub- 
stance to be filled in the can body. However, it should be 
noted that the thickness D 3 of the flange and the maxi- 
mum thickness D 2 of the side wall 20 of the preform 10 
should be kept in the range defined in this invention, 
since the flange 20 of the preform 10 is not stretched 
during the biaxial stretch blow molding process. 

According to this invention, the flange which is not 
stretched during the biaxial stretch blow molding process 
is thinnest while the side wall of the preform is several 
time as thick as the flange, so that the preform having a 
large mouth is blow-stretched to obtain a desired can 
body, which has a flange of the desired dimension with- 
out any cutting process. 

After the injection molding, the preform proceeds 
with a cycle of the temperature control process and the 
biaxial stretch blow molding process while being sup- 
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ported by the neck mold, thereby extensively speeding 
up the molding cycle of the plastic can body. 

Claims 

5 

1 . A cylindrical plastic preform for making a plastic can 
body (60) by a molding process, at least including a 
blow molding step, comprising: 

(a) a body having a bottom wall (1 2) and a side w 
wall (14); 

(b) a flange (20) extending outwardly to a preset 
length from said side wall (14), said flange (20) 
having a thickness less of the thickness of said 
side wall (14), said flange (20) forming a flange 75 
(62) of said final can body (60) to be seamed 
with a lid (70) without changes of dimensions; 

(c) a shoulder (18) for connecting said flange 
(20) and said side wall (14); 

(d) said shoulder (18) has a gradually reduced 20 
thickness toward said flange (20); and 

(e) said flange (20) has a thickness of one-third 
or less of the largest thickness of said side wall 
(14). 

25 

2. A preform according to claim 1 , wherein part of said 
shoulder (18) near said flange (20) has a thickness 
substantially equivalent to the thickness of said 
flange (20) to be seamed with the lid (70). 

30 

3. A preform according to claim 2, wherein said part of 
said shoulder (18) near said flange (20) has a curve 
of a preset radius. 

4. A preform according to any one of claims 1 to 3, 35 
wherein said flange (20) is 0.3 mm to 0.7 mm thick. 

5. A method of manufacturing a plastic can body, com- 
prising: 

40 

(a) injection-molding a cylindrical plastic pre- 
form ( 1 0) including a bottom wall (1 2) and a side 
wall (14), a flange (20) extending outwardly to a 
preset length from said side wall (1 4) and having 

a thickness of one-third or less of the thickness 45 
of said side wall (14), a shoulder (18) for con- 
necting said flange (20) and said side wall (14) 
and having a gradually reduced thickness 
toward said flange (20), by using a neck mold 
(30) for defining said flange (20) and part (1 7) so 
of an outer wall of said shoulder (18), an injec- 
tion cavity mold (32) for defining the outer wall 
of said preform (10), and a core mold (34) for 
defining an inner wall of said preform (10); 

(b) releasing said core mold (34) and said cavity 55 
mold (32); 

(c) carrying said preform (1 0) by said neck mold 
(30) to a succeeding process; 
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(d) arranging said preform (10) in a blow cavity 
mold (50) by use of said neck mold (30), said 
neck mold (30) and said flange (20) being 
placed at the mouth of said blow cavity mold 
(50), where said flange (20) will not be stretched 
during the succeeding stretch blow molding; 
and 

(e) biaxially stretch blow molding said preform 
(10) to form a can body (60). 

6. A method according to claim 5, wherein said flange 
(20) and part of said shoulder (16) defined by said 
neck mold (30) and said core mold (34) are substan- 
tially equal in thickness. 

7. A method according to claim 5 or 6, wherein a por- 
tion extending from said shoulder (18) toward said 
flange (20) and having a varying thickness is formed 
by said injection cavity mold (32) and said core mold 
(34) just below said portions defined by said neck 
mold (30). 

8. A method according to any one of claims 5 to 7, 
wherein said neck mold (30) has a circular groove 
(30a) for defining an upper part (20b) and a lower 
part (20a) of a peripheral edge of said flange (20). 

9. A method according to any one of claims 5 to 8, 
wherein said core mold (34) includes a first core 
mold (36) for defining a wide area of an inner wall of 
said preform (10) and a second core mold (38) for 
defining a narrow area of said inner wall near a 
mouth of said preform (10), and said second core 
mold (38) is released at least after said first core 
mold (36) is released. 

Patentanspruche 

1 . Zylindrischer Kunststoff-Vorformling zur Herstellung 
eines Kunststoff-KonservendosenkOrpers (60) 
durch ein Formgebungsverfahren, welches minde- 
stens einen Blasformungsschritt aufweist, mit: 

(a) einem KOrper, welcher eine Bodenwand (12) 
und eine Seitenwand (14) hat; 

(b) einem Flansch (20), welcher sich auf einer 
vorgegebenen Lflnge von der Innenwand (14) 
nach auBen erstreckt, wobei der Flansch (20) 
eine geringere Dicke als die Dicke der Seiten- 
wand (14) besitzt, der Flansch (20) einen 
Flansch (62) des endguto'gen Konservendosen- 
kOrpers (60) bildet, welcher ohne VerSnderung 
der Abmessungen mit einem Deckel (70) durch 
einen Falz verbunden wird; 

(c) einer Schulter (1 8). welche den Flansch (20) 
und die Seitenwand (14) verbindet, wobei 

(d) die Schulter (18) eine sich zum Flansch (20) 
allmahlich verringernde Dicke besitzt und 
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(e) der Flansch (20) eine Dicke hat. welche ein 
Drittel der grOBten Dicke der Seitenwand (14) 
Oder Weiner als diese ist. 

2. Vorformling gemaB Anspruch 1 , s 
dadurch gekennzeichnet, 

daB ein Teil der Schulter (18) nahe dem Flansch (20) 
eine Dicke hat, wefche im wesentlichen gleich der 
Dicke des Flansches (20) ist, welcher mit dem Dek- 
kel (70) durch einen Falz verbunden wind. w 

3. Vorformling gemaB Anspruch 2, 
dadurch gekennzeichnet. 

daB der Teil der Schulter ( 1 8) nahe dem Flansch (20) 
eine Biegung mit einem vorgegebenen Radius 75 
besitzt. 

4. Vorformling gemaB einem der Anspruche 1 bis 3. 
dadurch gekennzeichnet. 

daB der Flansch (20) 0,3 mm bis 0,7 mm dick ist. 20 

5. Verfahren zur Herstellung eines Kunststoff-Kbnser- 
vendosenkOrpers mit den Verfahrensschritten: 

(a) SpritzgieBen eines zylindrischen Vorform- 25 
lings (10) mit einer Bodenwand (12) und einer 
Seitenwand (14), einem Flansch (20), welcher 
sich auf einer vorgegebenen L&nge von der 
Innenwand (14) nach auBen erstreckt und eine 
Dicke hat. welche ein Drittel der Dicke der Sei- 30 
tenwand (14) Oder Weiner als diese ist, einer 
Schulter (18). welche den Flansch (20) und die 
Seitenwand (14) verbindet, wobei die Seiten- 
wand (14) eine zu dem Flansch (20) sich all- 
mahlich verringernde Dicke besitzt, unter 35 
Verwendung einer Halsform (30) zur Definie- 
rung des Flansches (20) und des Teils (1 7) einer 
AuBenwand der Schulter (1 8), einer SpritzgieB- 
HohKbrm (32) zur Definierung der AuBenwand 
des Vorformlings (10) und einer Kernform (34) 40 
zur Definierung einer Innenwand des Vorform- 
lings (10); 

(b) LOsen der Kernform (34) und der Hohlform 

(32); 

(c) Befflrdern des Vorformlings (10) mit der 45 
Halsform (30) zu einem nachfolgenden Arbeits- 
gang; 

(d) Anordnung des Vorformlings (10) in einer 
Blashohlform (50) unter Verwendung der Hals- 
form (30), wobei die Halsform (30) und der so 
Flansch (20) in die Offnung der Blashohlform 
(50) gestellt werden. wo der Ransch (20) wdh- 
rend der nachfolgenden Streckblasformung 
nicht gestreckt wird; und 

(e) biaxiale Streckblasformung des Vorform- ss 
lings (10) zum Formen eines Konservendosen- 
kOrpers (60). 
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6. Verfahren nach Anspruch 5, 
dadurch gekennzeichnet, 

daB der durch die Halsform (30) und die Kernform 
(34) definierte Flansch (20) und Teil der Schulter 
(18) im wesentlichen gleich dick sind. 

7. Verfahren gemaB Anspruch 5 Oder 6. 
dadurch gekennzeichnet, 

daB ein Bereich, welcher sich von der Schulter (18) 
zum Ransch (20) zu erstreckt und welcher eine ver- 
anderliche Dicke besitzt, durch die SpritzgieB-Hohl- 
form (32) und die Kernform (34) knapp unterhalbder 
Bereiche geformt wird, welche durch die Halsform 
(30) definiert werden. 

8. Verfahren nach einem der Anspruche 5 bis 7, 
dadurch gekennzeichnet, 

daB die Halsform (30) eine kreisfdrmige Nut (30a) 
zur Definierung eines oberen Teils (20b) und eines 
unteren Teils (20a) einer Umfangskante des Flan- 
sches (20) besitzt. 

9. Verfahren gemaB einem der Anspruche 5 bis 8, 
dadurch gekennzeichnet, 

daB die Kernform (34) eine erste Kernform (36) zur 
Definierung eines weiten Bereichs einer Innenwand 
des Vorformlings (1 0) und eine zwerte Kernform (38) 
zur Definierung eines engen Bereichs der Innen- 
wand nahe einer Offnung des Vorformlings (1 0) auf- 
weist, und die zweite Kernform (38) gelflst wird, 
zumindest nachdem die erste Kernform (36) gelOst 
ist. 

Revendications 

1. PrSforme cylindrique en mati&re plastique pour la 
fabrication d'un corps (60) de boTte en mati&re plas- 
tique & I'aide d'un proc6d6 de moulage, comprenant 
au moins une 6tape de moulage-soufflage, cette 
pr6forme comprenant: 

(a) un corps comportant une paroi de fond (12) 
et une paroi laterale (14); 

(b) une collerette (20) s'6tendant vers I'ext6rieur 
sur une longueur pr6alablement §tab)ie depuis 
ladite paroi laterale, (14), ladite collerette (20) 
ayant une 6paisseur irrf 6rieure & l*6paisseur de 
ladite paroi laterale (14), ladite collerette (20) 
formant un rebord (62) dudit corps final (60) de 
boTte destin6 a Stre soud6 a un couvercle (70) 
sans variation de dimensions; 

(c) un gpaulement (18) pour raccorder ladite 
collerette (20) et ladite paroi laterale (14); 

(d) ledrt §paulement (18) a une 6paisseur qui 
diminue graduellement en direction de ladite 
collerette (20); et 

(e) ladite collerette (20) a une gpaisseur corres- 
pondant k un tiers ou moins de I'gpaisseur la 
plus grande de ladite paroi lat&ale (14). 
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2. Pr6forme selon la revendication 1 , dans laquelle une 
partie dudit 6paulemerrt (1 8) pr 6s de ladite collerette 
(20) a une gpaisseur sensiblement gquivalente k 
I'gpaisseur de ladite collerette (20) devant §tre sou- 
d6e au couvercle (70). 5 

3. Prgforme selon la revendication 2, dans lequel ladite 
parte dudit 6paulement (18) srtu6e pr§s de ladite 
collerette (20) prfeente une courbe d'un rayon pr6a- 
lablement gtabli. w 

4. Pr6forme selon Tune quelconque des revendica- 
tions 1 k 3, dans laquelle ladite collerette (20) a une 
6paisseur comprise entre 0,3 mm et 0,7 mm. 

15 

5. Prookte de fabrication d'un corps de boTte en 
mature plastique, comprenant les 6tapes consis- 
tant: 



6. Proc6d6 selon la revendication 5. dans lequel ladite 
collerette (20) et la partie dudit 6paulement (18) d6f i- 
nie par ledit moule de bague (30) et ledit moule k 
noyau (34) ont une Spaisseur sensfoiement identi- 
que; 



7. Proc6d6 selon la revendication 5 ou 6, dans lequel 
une partie s'6tendant depuis ledit 6paulement (18) 
en direction de ladite collerette (20) et ayant une 
6paisseur variable est fbrnrtee par ledit moule k 
empreinte (32) du type k injection et ledit moule k 
noyau (34) juste en dessous desdites parties d6f i- 
nies par ledit moule de bague (30). 

8. Proc6d6 selon Tune quelconque des revendications 
5 & 7, dans lequel ledit moule de bague (30) com- 
porte une gorge circulaire (30a) d6f inissant une par- 
tie sup6rieure (20b) et une partie interieure (20a) 
cfun bord p6riph6rique de ladite collerette (20). 

9. Proc6d6 selon Tune quelconque des revendications 
5 & 8, dans lequel ledit moule k noyau (34) comprend 
une premier moule k noyau (36) pour d&inir une 
large zone de la paroi interieure de ladite prgforme 
(10) et un second moule k noyau (38) pour d6finir 
une zone 6troite de ladite paroi interieure pr6s de 
Tembouchure de ladite pteforme (10), et ledit 
second moule k noyau (38) est d6gag6 au moins 
aprfcs que ledit premier moule k noyau (36) a 6te 
d£gag£. 



(a) k mouler par injection une pr6forme cylindri- 20 
que (10) en mature plastique, comprenant une 
paroi de fond (1 2) et une paroi laterale (14), une 
collerette (20) s'6tendant vers I'exterieur sur une 
longueur pr6alablement 6tablie depuis ladite 
paroi laterale (1 4) et ayant une 6paisseur ggale 25 
k un tiers ou moins de l'6paisseur de ladite paroi 
laterals (14), un 6paulement (18) destine k rac- 
corder ladite collerette (20) et ladite paroi late- 
rale (14) et ayant une 6paisseur qui diminue 
graduellement en direction de ladite collerette 30 
(20), en utilisant un moule de bague (30) pour 
dgfinir ladite collerette (20) et une partie (17) de 

la paroi exterieure dudit 6pautement (18), un 
moule k empreinte (32) du type k injection pour 
dtfinir la paroi exterieure de ladite prgforme 35 
(10), et un moule k noyau (34) pour d6finir la 
paroi interieure de ladite prgforme (10); 

(b) k dggager ledit moule k noyau (34) et ledit 
moule k empreinte (32); 

(c) k transporter ladite prgfbrme (10) k I'aide 40 
dudit moule de bague (30) jusqu'au poste sui- 
vant; 

(d) k disposer ladite prgforme (10) dans un 
moule k empreinte (50) du type k soufflage en 
utilisant ledit moule de bague (30), ledit moule 45 
de bague et ladite collerette (20) 6tant places k 
i'embouchure dudit moule k empreinte (50) du 
type k soufflage, ou ladite collerette n'est pas 
6tir<§e pendant le moulage par soufflage suivant 
avec 6tirage; et so 

(e) k mouler par soufflage avec 6tirage, suivant 
deux axes, de ladite prgforme (1 0) pour former 
un corps (60) de boite. 
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